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gas (LPG) must be designed and con-
structed in accordance with API Stand-
ard 2510.

[Amdt. 195-66, 64 FR 15935, Apr. 2, 1999]

§195.134 CPM leak detection.

This section applies to each haz-
ardous liquid pipeline transporting liqg-
uid in single phase (without gas in the
liquid). On such systems, each new
computational pipeline monitoring
(CPM) leak detection system and each
replaced component of an existing CPM
system must comply with section 4.2 of
API 1130 in its design and with any
other design criteria addressed in API
1130 for components of the CPM leak
detection system.

[Amdt. 195-62, 63 FR 36376, July 6, 1998]

Subpart D—Construction

§195.200 Scope.

This subpart prescribes minimum re-
quirements for constructing new pipe-
line systems with steel pipe, and for re-
locating, replacing, or otherwise
changing existing pipeline systems
that are constructed with steel pipe.
However, this subpart does not apply
to the movement of pipe covered by
§195.424.

§195.202 Compliance with specifica-
tions or standards.

Each pipeline system must be con-
structed in accordance with com-
prehensive written specifications or
standards that are consistent with the
requirements of this part.

§195.204 Inspection—general.

Inspection must be provided to en-
sure the installation of pipe or pipeline
systems in accordance with the re-
quirements of this subpart. No person
may be used to perform inspections un-
less that person has been trained and is
qualified in the phase of construction
to be inspected.

[Amdt. 195-22, 46 FR 38360, July 27, 1981, as
amended by Amdt. 195-52, 59 FR 33397, June
28, 1994]

§195.207

§195.205 Repair, alteration and recon-
struction of aboveground breakout
tanks that have been in service.

(a) Aboveground breakout tanks that
have been repaired, altered, or recon-
structed and returned to service must
be capable of withstanding the internal
pressure produced by the hazardous lig-
uid to be stored therein and any antici-
pated external loads.

(b) After October 2, 2000, compliance
with paragraph (a) of this section re-
quires the following for the tanks spec-
ified:

(1) For tanks designed for approxi-
mately atmospheric pressure con-
structed of carbon and low alloy steel,
welded or riveted, and non-refrigerated
and tanks built to API Standard 650 or
its predecessor Standard 12C, repair, al-
teration, and reconstruction must be in
accordance with API Standard 653.

(2) For tanks built to API Specifica-
tion 12F or API Standard 620, the re-
pair, alteration, and reconstruction
must be in accordance with the design,
welding, examination, and material re-
quirements of those respective stand-
ards.

(3) For high pressure tanks built to
API Standard 2510, repairs, alterations,
and reconstruction must be in accord-
ance with API 510.

[Amdt. 195-66, 64 FR 15935, Apr. 2, 1999]

§195.206 Material inspection.

No pipe or other component may be
installed in a pipeline system unless it
has been visually inspected at the site
of installation to ensure that it is not
damaged in a manner that could impair
its strength or reduce its service-
ability.

§195.207 Transportation of pipe.

(a) Railroad. In a pipeline operated at
a hoop stress of 20 percent or more of
SMYS, an operator may not use pipe
having an outer diameter to wall
thickness ratio of 70 to 1, or more, that
is transported by railroad unless the
transportation is performed in accord-
ance with API Recommended Practice
5.1 (incorporated by reference, see
§195.3).

(b) Ship or barge. In a pipeline oper-
ated at a hoop stress of 20 percent or
more of SMYS, an operator may not
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§195.208

use pipe having an outer diameter to
wall thickness ratio of 70 to 1, or more,
that is transported by ship or barge on
both inland and marine waterways, un-
less the transportation is performed in
accordance with API Recommended
Practice 5LW (incorporated by ref-
erence, see §195.3).

[ Amdt. 195-94, 75 FR 48606, Aug. 11, 2010]

§195.208 Welding of
braces.

supports and

Supports or braces may not be weld-
ed directly to pipe that will be oper-
ated at a pressure of more than 100
p.s.i. (689 kPa) gage.

[Amdt. 195-22, 46 FR 38360, July 27, 1981, as
amended by Amdt. 195-63, 63 FR 37506, July
13, 1998]

§195.210 Pipeline location.

(a) Pipeline right-of-way must be se-
lected to avoid, as far as practicable,
areas containing private dwellings, in-
dustrial buildings, and places of public
assembly.

(b) No pipeline may be located within
50 feet (15 meters) of any private dwell-
ing, or any industrial building or place
of public assembly in which persons
work, congregate, or assemble, unless
it is provided with at least 12 inches
(305 millimeters) of cover in addition to
that prescribed in §195.248.

[Amdt. 195-22, 46 FR 39360, July 27, 1981, as
amended by Amdt. 195-63, 63 FR 37506, July
13, 1998]

§195.212 Bending of pipe.

(a) Pipe must not have a wrinkle
bend.

(b) Each field bend must comply with
the following:

(1) A bend must not impair the serv-
iceability of the pipe.

(2) Each bend must have a smooth
contour and be free from buckling,
cracks, or any other mechanical dam-
age.

(3) On pipe containing a longitudinal
weld, the longitudinal weld must be as
near as practicable to the neutral axis
of the bend unless—

(i) The bend is made with an internal
bending mandrel; or

(ii) The pipe is 1234 in (324 mm) or
less nominal outside diameter or has a
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diameter to wall thickness ratio less
than 70.

(c) Each circumferential weld which
is located where the stress during bend-
ing causes a permanent deformation in
the pipe must be nondestructively test-
ed either before or after the bending
process.

[Amdt. 195-22, 46 FR 38360, July 27, 1981, as
amended by Amdt. 195-52, 59 FR 33396, June
28, 1994; Amdt. 195-63, 63 FR 37506, July 13,
1998]

§195.214 Welding procedures.

(a) Welding must be performed by a
qualified welder in accordance with
welding procedures qualified under
Section 5 of API 1104 or Section IX of
the ASME Boiler and Pressure Vessel
Code (incorporated by reference, see
§195.3) . The quality of the test welds
used to qualify the welding procedure
shall be determined by destructive
testing.

(b) BEach welding procedure must be
recorded in detail, including the results
of the qualifying tests. This record
must be retained and followed when-
ever the procedure is used.

[Amdt. 195-38, 51 FR 20297, June 4, 1986, as
amended at Amdt. 195-81, 69 FR 32897, June
14, 2004]

§195.216 Welding: Miter joints.

A miter joint is not permitted (not
including deflections up to 3 degrees
that are caused by misalignment).

§195.222 Welders:
welders.

Qualification of

(a) Each welder must be qualified in
accordance with section 6 of API 1104
(incorporated by reference, see §195.3)
or section IX of the ASME Boiler and
Pressure Vessel Code, (incorporated by
reference, see §195.3) except that a
welder qualified under an earlier edi-
tion than listed in §195.3 may weld but
may not re-qualify under that earlier
edition.

(b) No welder may weld with a weld-
ing process unless, within the pre-
ceding 6 calendar months, the welder
has—

(1) Engaged in welding with that
process; and
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